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CONDITIONS IN PRESS ARD FORGING-EQUIPMERT PLARTS 1N THE.USSR

. ({Comment: This report pressnts information from articles
pudblished in the thrice-weekly Moscov newspaper Promyshlenno-Bkonom-
ichesxaya Gazeta for the period 16 May-27 July 1956 on conditions in
the USSR press and forging-equipmeri industry. This nevwspaper sent
its correspondents to various press and forging-equipment plants to
investigate conditions in these plsnts, whose production largely de-
termines the technical progress in the machine-duilding industry.
Their task was to report on the unsatisfactory performance uf geveral
of these plante.

This report also includes an article giving an over-all view
of the USSR press and forging-equipment industiry, its shortcomings,
plans, and needs, and an article by the director of the Kolomna Heavy
Machine Tool Building Plant.

Source dates are given in pareptheses at the end of each
arsicle.]

Shortcomings, Plans, and Needs

The Ministry of Machine Tool Building mnd Tool Industry and the Ministry
of Heavy Machine Building are. making press and. forging "equipment bas-
ically ‘for smith forging of metal. These ministries are not adequately .con~-
carned about turning ocut machines for making die forgings as close to the fin-
ished shape of B plece as possible.

The wachine tool butlding industry has organized the production of 259
type-sizes of press and forging machines, By the end of 1960, the total output
should reach 500 type-sizes. The Ministry of Heavy Machine Building is turning
out 25 type-sizes of press and forging machines, including L type-sizes of hor-
izontal forging machines of 3,000-ton pressure, and 4 type-sizeas of forging and
stamping hammerg with falling parts up to 10,000 tons in welght. According to
the Sixth Five-Year Plan, horizontal forging machines of 5,000-6,000 tons-
pressure, stamping presses of 4,000-6,000 tons pressure coining preises of
4,000 tons pressure, hydraulic horizontal extrusion presses ¢f over 10,000 tons
pressure, and powerful hydraulic stamping presses are to be designed and built.

To fulfill the Sixth Five-Year Plan successfully, it 18 very important
to decide about the type of equipwent to be propduced in the future. In the
first place, it would be expedient to review the products list and the types
of press and forging machines, being planned and being preoduced, adding to them
the various type-cizes of mechanized crank-type stamping presses of 2,000,
2,500, 4,000, 5,000 and 8,000 tons pressure, coining presses of 2,500 and 4,000
tons pressvre, and forging and stamping automatics with built-in electric heat-
ing devices.

An increase in production of planned press and forging equipment, such
as rapid-action (b00-800 strokes per minute) mechanical and hydraulic presses,
sheet-stamping and upsetting automatics with feed mechanisma, and automstics
of a horizontal, pneumatic, double-acting hammer type for hot die forging of
mass-produced smill and medium-sized parts, having a production capacity of
2,500-3,000 pieces per hour, would permit the mechanization and automation
of the die forging process.
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To make pover-producing mschines (turbines) and press and forging equip-
ment of superhigh parameters, forgings of low-alloy ateel weighing up to 320
tons and forgings of high-alloy and heat-resistant stee) weighing 150-200 toas
are needed, The existing forging presses of 10,000-15,000 tons pressurs do not
have forging cranes of the necessary lifting capacity, or suitable heating
furnsces. Por producing forgifgs from heat-resistant, high-alloy steel, it is
assential to make hydraulic forging presses of 25,000 tons pressure,

‘

The evel of merlanization of forge shope is far belos that of mmcnine
shops and eveu foundries. Floor-type forging senipulators, replacing ibe
manual labor of forge shop workers are used only here and there. Tbe pro-
duction of floor-~ and reil-type manipulators i1or ingots weighing more than S
tons has not been organized.

At present, the press and forging equipment, especially heavy hydraulic
forging and stemping presses ansd steam-air hammers, 1s not utilized to {ts
full capacity because these gnchineufare used for all preparatory operations.
Setting up speciarsized equipment for preliminary snd preparatory work would
make 1t possible to to turn out’ an mccurete intermediate product, and a pover-
ful press or hampper would then be used for its primary purpose, to impart to o
forged plece its fitished shape with several strokes or blows.

Therefore, a wbole range of machines 1s needed, such as bending and up-~
setting oachines, forging rolls, universal hydraulic presses for horizontal
and vertical shaping of metal, and equipment for section die forging, which
would free poverful forging and stawping presses for other work.

The method of flashless die forging, which affords a 10-to 25-percent
saviog of metal, and can be used for making all forgings vhich are symmetrical
along their axis, is Leing held back by lack of rolled mets! of the exact
sizes. The enterprises of the Miniatry of Ferrcus Metallurgy should in the
near future.switch cver to production of round bar Stock with minus tolerances .

only, to satisfy tke reeds of die forging shops.
»

The existing forging and stamping equipment does not afford the possibil-
ity for radical machanization and automation of a shop. Machine-building plants
are called on to achleve & systematic modernizaticn of their equipment and heat-
ing furnaces, rerewing &t least 10 percent of thelr furnaces and machines each
year,

&

The low level cf technologlcal science ip forging snd stamping pre':ction
does not permit accurste enough cholce of forging and stemping machines for
turning ocut specific forged pleces, especially from alloys which are difficult
of shape. Lack o specislized machinery and absence of research vork or im-
provement of fcrging and stamping technology and development of new designs
and materinls have regulted in & situation whereby the forge shops are permit-
ting greater tolerznces and allowances for the forgings and irregularities in
stampings. The absence of meassuring iastruments for checking the thickness of
forgings during ibe forging process also causes unpecesssry allowances and
lovers the productivity of orerloaded poverful equipment.

Tbe GOSTs ir effect 4, not guarantees the production of forgings with re-
duced allowances and d¢ not encoampans large forgings. These GOST's need 1o be
re-examined. -- A. EunZiw., chief, Division of Pressure Processing of Metals,
Central Scientific Rerearchk Instiiute of Technology and Machine Building
(8 Jun 56).
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In 1956, the Ministry of Heavy Machine Suilding end the Ministry of
Machine Tool Building and Tool Industry are planning to.iurn out about 359
type-sizes of press and forging equipment and to organizs the production of 180
type-sizes of nev machines. However, very little has been done to put these
plans into effect. Plants of the Main Administration of Press and Forging
Equipment of the Ministry of Machine Tool Building and Tocl Industry are oper-
ating especially unsatisfactorily.

In 1955, a large nev enterprise for production of medium hydraulic
presses and heavy mechanicel presses wvas erected on the gouthern outskirts of
Dnepropetrovsk. Many shops of this plant, equipped vwith poverful nev equipment,
including unique machine tools, are already in operation. The plant has
organized the producticn of multitier presses for making plywood and presses
for veneering furniture. However, only 11 uf the Sk such mechines called for
by the plant's 1955 plan were made. The 1956 plan calls for the production of
K-117 universal presses, vhich exert a 100-ton pressure, for smmll die forgings,
apd P-TlL presses. This plan is not being fulfilled, either.

In addition to the above presses, the Dnepropetrovsk Plant must organize
the production of ten more types of poverful presses. In the second and third
quarters of 1956, it is supposed to make P-795 presses of 3,500 tons pregsure
for the Zaporazh'ye and Moscow transformer plants. The Sverdlovsk Uralmash
Plant is supposed to supply two sets of upper and lowver slides, and tvo cylin-
ders for these pressea. After much correspondence and exhortationm, the Ural-
mash Plant asgreed to supply the parts, but not until the fourth quarter of
1956. The Dnepropetrovek Plant's design bureau has designed a 1,000-ton press
of welded construction for making plastic products. The press cannot be put )
into production, however, because the cooperating enterprises do not guarantee
fulfillment of the orders.

Many such examples could be cited. Moreover, in addition to the trouble
caused by other enterprises, all is not well within the plant itself. There >
are many violations of labor discipline, and Polonevskiy, chief engipeer of the
plant, admits that technological discipline is vweak. The equlpment for producl‘
tion of the K-117 press was completed much later than scheduled, and then it
was Oof sucn poor quality that 70 tools and devices had to be made aguin.

In the shops vhich have already been built, many small things remain to
be done by the construction trust. A good example of the way in which this
incompleted work hinders production is the fact that the open-hearth furnace
cannot be put into sarvice because of the many small Jjobs which still must be
done on {t.

For the plant to meet its task df turning out meny hydraulic and heavy
mechanical presses in 1956, the ministry must give it the help it needs.

(16 May 56)

Voronezh Plants

The Experimental Scientific Research Institute of Press and Forging
Machine Building, the Special Design Bureau, and, most important of all, the
Heavy Mechanical Prcsses Plant and the Press and Forging Equipment Plant lmeni
Kalinin constitute the basis on which the city of Voronezh, in the near fuiurs,
must becopes one of the centers of press and forging machine building. The
state of affairs at these two plants, however, gives cause for great anxiety.
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The Heavy Mechopnical Presses Plant has been in existence for 2 years.
It is earmarked for building forging and stamping precses of 630, 1,000 1,600
2,000, 2,500, and 4,000 tons pressure; cnining presses of 1,250, 1,000, and
2,500 tons pressure; and a number of spetial-purpose machines., Although the
plant is ¢onsidered to be in operation and has a production program, it is
still not a plant in the usual meaning of the word,

The iron foundry, steel foundry, and press shop have not been completed,
nor have the main building, rail siding (depo)}, laboratories, and other facil-
ities. The plant is still ewaiting representatives {rom the Institute of
Electric Welding imeni{ Paton, who are tec demonstrate methods of welding to be
used {n making heavy parts for 2,000-ton and 2,500-ton forging and etamping
pressen., The average qualification of the workers doss not exceed the third
class, snd the machine shops have unique machine tools which many of the workers
have never seen before., In these more than difficult conditions tlhie plant is
turning out machines, hovever. In the first guarter of 1956, it made 2L of
the 37 preeses caelled for in the plan., But it {s not surprising that the
quality of these mschines leaves much to be desired. Neither the Mint s of
Construction nor the Ministry of Machine Tool Building and Tool Industry {is
taking decisive measures to speced up the lagging construction of the plant.

The Press and Forging Equipment Plant imeni Kalinin is also the victim
of protracted construction work. The 19%5 plan, which called for the plant
to turn out over 1,200 machines of various types (L6 type-sizes, of which 24
are machines of r new type}, was based on the utilization of production facil-
ities vhich are not yet completed. The plant is exceeding its plan, but only
for gross and ccmmodity productiorn. It regularly fails to fulfill its products-
list plan.

The plant imeni Kalinin has a well-knit working force and progressive
production methods, has more than once been awarded the Transferable Red Banner
of the Council of Ministers USSR, and has wany fine traditions. Hovever, the
lagging construction of nev facilities 1s not the only reason that the plant
does not fulfill its product-list plan. For example, not far from the foundry
is8 a8 pile of lurge castings. This pile is a 2-year pupply of anvil blocks for 4
large hammers. A. Kostromin, chief engineer of the plant, explains the pres-
ence of this pile of snvil blocks by saying that it 1e necessary for them
"1o age,” to sit out in the open to acquire the necessary hardness. Actually,
the foundry, having faller behind in its preduction program and needing to ful-
f111 1its plan, at least in tonnage (this happens quite often, by the way).
decided to plug the gap by turning out the very simplest type of casting, namely,
anvil blocks. Although the foundry is the worst bottleneck in the plant, the
plant management turns a deaf ear to requests for needed equipment which would
improve the operation 2ot only of the foundry but also of the plant as a whole,

The short-sightedness of tbe plant management is 8lso apparent in more
important problems. For instance, Special Design Bureau Ko 10 wvorked out an
intermi{ttent coastant-flov line for production of pneumatic hammers at the plant.
So far, the plant has made only 50 of the necessary 300 devices for the line,
excusing its dilatoriness in this matter by saying that the tool ship is over-
loaded with work. Also the plant managéwent i3 not taking sufficient measures
against the many violations ¢f labor discipline, such as leaving work long be-
fore the end of tke shift.

I. Shteyngaus, chief of the Production Division of the Main Administration
of Press and Forging Machine Building, has justifiably reproached S. Podrez.
chief designer of the plant imeni Kalinin, for <ihe delay in turning oat designs
for two new types of machines, as well ag for the fact that the plant's design
division is constantiy tardy with its technical documentation. Podre¢z defends
his position thus: "Here come the maln administration to us with a cozplaint
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taat a very imrortant press for produciion of refractory brick has not been
made yet, But dces the main administration know that the press plans, Jdrawn
up at the Uralmash Plant, turned out to be completely worthless?! Does the
main administration know that D=signer Chernysk had to go to Zaporozh'ye,
vhere, as we found out, they studied these »resses in detail and are making
changes in ths=ir design? Chernyak vent and detcrmined that it is neceasary
to make 56 essential design changes in these presses. That is what out plant
designerg have to spend their time on.™ Thus far, the plant has been informed
as to only six pev type-sizes of machines which must be produced in 1957.
Meanvhile, drawings must be rade, production readied, and others given out to,
cooperating eaterpriees. It is clear that once again there will be a lagt-
minute rush and, as & result, poor-quality production.

Such 15 the situstion at the Voronezh press and forging machine building
plants, which have besn called on to play sn izportant industrisl role but which
are not ready for tbhat role. These plants are looking to the Ministry of Ma-
chine Tool Building ard Tool Industry to lead them out of the ranks of the
"eternally under construction,” and to give them other kinds of help in over-
coming their Lackvardress. {23 May 56)

Kolomna Plant

The largest plent ia the USSR for production of heavy, unique machine
tools and presses is the Xolorna Eeavy Machine Tool Building Plant. In the
Fifth Five-Year Plan, the plant organized the production of 36 types of heavy
machine tools and oregses of original design. In 1955 alone, it turned out 16
new types of machire tools and presses. Among them were preases weigning 800
tons and 1,000 toas sud capsble of exerting pressures of up to 12,000 tons,
made for the Chelyzbinsk Pipe Plant. In addition, it turned out preceses of up
to 2,000 tons capacity for makipg various shapes and tubing.

The plan for press production at this_plant was dravn up in 1951 by
Giprostanok {State In:stitute for Planning Machine Tool, Tool, Abrasives, and
Press and Forging Mecbine Building Plants). According to this plan, the plant
was to turn out pres=es vith an average weight of 90 tons end a maximun weight
of 150 tons. The press production tuilding had not even gone into operation,
however, before the plan vag already outmoded. In 1955, the presses turned
out by the plant veighad 130, 300, 600, 800, and 1,000 tons. The height and
lifting capecity of the crane facilities in the press bullding do not anow
meet the needs of press production. It 18 necessary to add to the building
a ving whose crane tracks would be 25-28 meters high and which would have cranes
of up to 250 tcns 1ffting capsacity, Such facilities would enable the plant to
make heavy presees of any desired size. Also, the plant 1 suffering from lack
of storage ares, en experimental bass, and other facilities. A. Kostousov,
Minister, and D- Ryzh¥ov, Deputy Minister for Introduction of New Technical Devel-
opments, of ths Minfstvy of Machine Teol Budlding eod Tool Industry ere cognizeat of the
eccnomic expediency cf givirg the plant these pew facilitieg but sov far have given only
1ip service to tke proposals. -- I. Shakhray, director, Kolomna Heavy Machine
Tool Building Plant (25 May 56).

Baraaul Plarnt

The Barasul Me:hanical Presses Plant is failing to fulfill {ts production
program. Sincz the heginning of 1956, it has failed to turn out dozensg of ma-
chines which vere called for by the plan. Moreover, it is dilatory in urganiz-
ing the prcduction of new types of mechanical presses apnd autormatics.
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Plant leaderc explain this situation by pointing to the protracted
reconstruction of the plant's shops, the excessively large producis list, and
the uacertainty in the delivery of materials from other plants. This is sll
true, but the main reason for the plant's failure to meet it plan is that the
plant's own resources are not utilized properly. It is enough to say that,
in the first quarter of 1956 alone, the dovn time of equipment exceeded 120,000
machine-tool-hours.

An accurate production control system has not been organized at the plant.
The foundry, which has the highest reject rate in the plant, coustantly fails
to deliver the requisite castings to tbe machine shops, thereby hamstringing
the operations of theas snops. In February, the foundry turned out & set of
parts for a K-767 crank-type press and sent it to the machine shops. In May,
when the machine was being assembled, it was learned that 20 percent of the
castings had not been made. Also, the plant could imporve its performance
by a wider use of unifed parts and units.

The plant's low level of production technology is another factor hinder-
ing the plan fulfillment. Gears, which, by the way, are not heat-treated,
are set on shafte in the following manner: the unit [shaft and gear] is sus-
pended on ropes, set into 8 swinging motion, and beat against a heavy object.
Bronze inserts are pressed into large gears by “dropping & 5-ton platform onto
the part from a height of several meters. Can there be any questioa as to the
quality of such produaction?

The main sdministration and the Ministry of Machine Tool Building and
Tool Industry are not givipng the Barnaul Plant material and technical assistance.
The Novosibirsk Tyazhatankogidropress Plant, for example, regularly fails to
deliver forgings and castiags to the plant, but the main sduinistration and
ministry take no saction to rectify the situetion. (6 Jun 56)

Novosibirsk Plant
1]

The business of bullding presses is in exceptionally poor shape at the
Novosibirsk Tyazhstankcgidropress Plant. During the past 5 months of 1956, the
enterprise has delivered to the state eight fewer hydraulic presses than it was
supposed to. In May, ‘nstead of three presses, the plant turned out one. Press
building is lagging behind machine-tool budlding, not only in quantitative but also in
qualitative and economic aspects.

The plant canagement has asserted that it has done everything in its pover
to ensure an increase in prcduction of presses, pointing to the fact that hydro-
press shop No 3 has received additional boring machines of high production capa-
city. The menagement attributes this lagging in press buildirg to ar extensive
products list, the large amount of work expended in organizing produvition of nevw
machines. and other corndicions.

However, the rain reason for failure to fulfill the plan lies not in ob-
Jective conditions but in large-scale organizational defects and in an obvious
undervaluation of presses. Blunders in production planning are seriously im-
peding the production of presses., For instance, making unified and normalized
parts in batches 1s not considered.

A decisive role in fulfillment of an entexprisec's plan is played by vork
done in preparation for production. The Tyazhstankogidropress Plant does not
follow that rule. Technolozical processes for production of parts for 6 naw
presses, 6 hydraullc pumps, and 8 hydraulic pressure tank units, vhich have
to be turned out in 1956, are not yet developed.
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There is & definite shortage of technologists,and their main efforts
are directed towsrd production of machine tools, to which an evident pref-
erence 1s given by the plant. Great help in developing technological e~
esses could be given to the plant by the locelly organized affiliate of
Orgstankinprom (All-Union State Technological Planning and Experimental
Institute). However, the Ministry of MachineTool Building and Tool Industry
and the Main Administraetion of Press and Forging Machine Building do not in-
struct the saffiliate to provide such help.

Delays in prezaraticns for production of press equipment are often a
fault of degignere 2 the Special Design Bureau, which is regularly late in
issuing documentatioc for new machines and allows numerous mistakes to creep
into the blueprints. There is hardly a press which has been modified less than
100 times during !ts sssembling process. Baranovich, chief ¢f the hydreulic
press shop, said thst almost all the working time of the third shift iz being
spent in remaking impsrfect parts and assemblies. The unsatisfactory work of
this design bureau can te blamed on I. Kaplin, chief, and V. Mikheyev, chief
designer.

A bad example to tbe plant's designers is set in this respect by the
Central Bureeu cf Press &and Forging Machine Building. Owing to mistakes :n
blueprints of the I-337 press, designed by engineers of this bureau, the
enterprise has lost over 100,000 rubles Just in setting up this wmachine.

The plant has msny innovators, one of whom has developed a new method for

boring cylinders for the B-37h press. Unfcrtunately, such new methods do not
find widespread uee at ike plant, (20 Jun 56)

Chimkent Plant

The Chimkent Fresnres ard Automatics Plant is ope of the "first born™ of
the young machine-builéiug industry of the Kazakh SSR. Presses and special
equipment made by this plant may be seen in Moscow, Leningred. Sverdlovsk, ~
and Klev, and at the largest construction projects in the USSR, ap well as in
India, China Folani, snd Vietnam. The plant's A-1L§ and A-1L8-A automatics:
have been highly pra‘ssd by their users. Also of interest is the A-304 ’
horizontal forging macrhine, vhich develops a pressure of 160 tons and is de-
signed for die-forging link pine for scraper conveyers. This machine uses
hot bar stock, turning ou% 8 finsished two-headed link pin with one blow.

In the Sixth Pive.Year Plan, the plant must increase its production
ol special presses t¢ 5 1/2 times, its production of forging machines tc over
2 times, and ite predaction of automatic presses almost 2 times (the level of
the Fifth Five-Yesr Plez?). ' However, in fulfilling its tesks, the plant is
faced with great é¢ifficulties. Por example, it has been trying to turn out
a diskless press for & long time, bu the project is béing held up by the de-
velopment of & “ricti~a drive shaft. Shafts have been made of plastic, text-
olite, wood, and sstestos sheets, but they all vear out too quickly. The
plant has turned to *he Leningrad Plam imeni Komsomol'skaya Pravda for help
in making the sheZt, tut apparently it will not be made in 1956. It would
be more fecasible technically to utilize a reversing moter and gear drive in
stead of a friction skaft, but the electrical industry does not zake such

reversing motcrs.

The plast cculd have organized the seriec production of ¥-112 horizontal
forging machires Z vezrs 4go, but it took the Novosibirsk Tyszhstankogidropress
Plant 1 1/2 years to fullill the order for casting the frames. In 1955, the
Chimkent Plent wvas surposed to make four automatics of the A-300 type. The

order to cast the frames for <hese machines was given agAin to the Novosibirsk
Tyazhstankogidropress Flaat. Two of the frapes were received only very recently,

and the other tw) heave still not been made.
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The plant vas unprepared for the fulfillment ‘of the production
plan of the current year for forging and press equipmwent. Although it
had recesived a preliminary plan for 1956 during the middle of last year,
and had begun preparations, this plan was almost completely changed the
following Dacenber.

Although the piant manufactures equipment requiring long production
cycles and long-range plaonirg is highly important for this purpose,
Glavtyazhstankoprom and the Ministry of Machine Tool Building and Tool
Industry, as a rule, are very late in submitting plans tc the plant.
This creates great difficulties in placing orders with ccoperating
enterprises, and forces long delays in the formulstion of technical
docupents and tke proparaticn for production.

In October 1955, the plant was supposed to have produced the
P307 press. However, its wain part, the cushion, was received only
a month ago. Of course the press has not yet teen built. The PEELA
press for the proliction of rocds and pipes by means of extrusion, which
vas planned for preducticn in December of last y=ar, likewise has not been
produced.

Confusion ir plauning has parsisted into the current year. The PAO-16
press for the hydrauli: testing of pipes vas supposed to have been pro-
duced in May, bul av fechaical dosureats for it have been received, No
efforts have been msce to produce it, since the plan of organizational
and techrical msssurea for 1956, vhich was approved by Shakhray, director
of the plant, ani Aferas'yev, chief engineer, suddenly called for the
production of this rrees, which s called an experimental tyze, nct in
Muy, but durizag the third quaster,

Workers of th2 shop ccacider that the monthly plans shoved off on
them are deliltarately out of touch with reality, and vhen a plan arrives
one day they wait for the rext day to ree it changed. According to the
plan, the PE6ELB press was to be produced in April, but the production 3
and planning divisiua formulated snother operational plan, in which tke
deadline for prcduciica of the press was postponed to June. Auxiliary
shops, taking siock ¢ thls change, postponed thelr deadiines for producing
parts for the press. The total result boils down to the fact that there
are still ro sitesl astings cr heavy forgings of 42 designations for a
machine vhich skeuld have been produced in April. Workers of tbe shop
are convinced that the machine will not be produced even in Juae. There
are no technical dccussats for a S00-ton-capacity PS4 vertical hydraulic
press, which also 3 supposed to be produced in June.

Because of these deficlencies, the press shop is not fulfilling its
plan, is permittirg 05! machine time and man-hours, and is operating in
uncertainty, vithcut sny definite plans for tLes future. During only b
days in May, more tkan 100 machinists were given leave because of lack
of vork, and mrre tiar 20 workers were put to work maintaining and cleaning
the plant's ysrd. Tkese are the fruits of queer planning and weak produc-
tion organizaticn.

The lack of clesr future plans leads to great deficlencies in the
work of the Divisloa cf Ccoperation. Almost all the wvarkers nf the
division are off cz :rips somevhere. They arc¢ “"sguee:irg out®
parts which otker entesprises are supposed to supply to tne Kolomna
Heavy Machire Tcol Plart. Nevertheless, this "squeezing out" is of

little use.
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Por year:z the Chimkent Plent wvas flourderirng in the depths of nonful-
f£illmernt of plans. Then came a change of plant mansgement and a strengthening
of the labor forces. Now the plant exceeds its plan, and apparently gives no
cause for vorry. Hcwever, all i1s not well. The plant is caught in the throes
of end-of-month rush tactics. For example, it completed the second quarter of
1956 with the ususl rush, exceeding the plan for gross production. But at the
same time, it did not-2ulrill 4ts products-list plan, and insteadof the planned
reduction in production costs thera was a 6.3-percent increase.

The plant has excellent eguipment, but does not utilize it fully. It is
slov in adopting rew production technology and in mechanpizing labor-consuming
processes. Tnere are no hoisting mechanisms in the forge and boiler shop, for
instance, although some forgings weigh half a ton. Moreover, the plant is do-
ing nothing tcward msking a transition from smith forging to die forging. The
machine and assembly shop likewise suffers from a shortage of holisting mecha=
meame. The plant's central labvoratory has no definite working plan. Petrzhikov-
skiy, plant director, and Gaydaburs, chief enginzer, almost never bother even

to glance into the laboratory.

In the fivst balf of 1956, the plant's reject losses amounted to 700,000
rubles, The foundry reject rate for iron castings increased in this period
5.9 percent above the rate for the first half of 1955. The folloving is a
characteristic example of how the plant's production suffers from reject pearts.
When the assembly shLop was checking & completed A-12l4 machipe, it discovered
that 52 parts had to be made over and 80 parts required additional processing.
The foremen in the DivisZon of Technical Control had placed their stamp of
approval on perts vhici they knew to be defective.

Operating thus, the plant exceeded its plan for the first half of 1956.
The plant situation does not bother the workers in the ministry. Thbey mark up
a satisfying "105 percent™ on their chart aad once sgain list the plant asmong
their progressive enterprises. The Chimkent plant iHas all the possibilities of
becoming & progressive enterprise in the true sense, but it is in need of serious
help, in both materials and workers. {27 Jul 50)

Resulty of:Hary Planning and late Preparctions .

A stand, ou uhich the worde of the difectives of the 20th Congresc
of the CPSU calling for at least a quadrupled output of heavy forging
and preesing machines ars inscribed, has been set up on the grounds of
the Kolomna Heavy Msachine To0l Building Plant. Kolomna machine-tool
builders have been caslled on to play a major role in the fulfillment
of this tagsk, During the middle of last year, a special shop for the
production of pres:ses vap constructed at the plant. At first, it was
proposed to use the shop for the production of small machines, but then
the plen vas revie=d, snd complex presses vere included in the plant's

Program,

The plant has the ascessary specialists, workers, equipment, and
production space 1u: making nress equipment. Despite this, the plant
has not been fulfill:ing its plan. During the first 5 months of 1956,
it falled to fuifill i*ts ccmmodity and gress production plans and has
chronically diarugpz+d 2ts products-list assignment.

What 15 the reascn for the plant’s’ lag?
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Cherepuin, cizi»? &f tke Divislon of Coopsraticn, givea exmmples of
the violation of deadlines for shipping press pazts by supplier plants.
The Sverdlovsk Induertrial Rubbar Products Plant of the Ministry of
Chemical Industry vaz supposed to supply five rubber cushions for
PY07 presses in 2955, but has not preduced a single one to this day.

In 1956, it vas given the aseignment of producing 1: more cushions, dbut
only th~:e bave arTived it Koloona, and even these turmed cut to be useless.
For this reason. a lug ia the testing of a finished press has developed,
and the productica progran kas deen disrupied., The matter of the rubber
cushions has long racn cut of the Jjurisdicztion of the plant. Ivaror,
Deputy Minister cf Chemical Industry, has occupied himnelf with this
prodvlem, but vith o> ruccess. The “Kavchuk™ rlact is very unpunctual

in supplying cups fcr presses. But it is not only the plants of other
ministries that a=~ railing to fulfil) their asmignments for ccoperative
supply. Enterprises c¢f tha Ministry ol “achine Tool Building and Tool
Induatry USSR. puch ar the Khartkov Zlextrostanck Plant und the Xhar'kov
Gildroprivod Plant, :re failing 16 hoadsr thelr commitmeats. Despits the
mapy demsnds cade by Varpsv, chief of Gliavtyachatankoprom, aand the orders
of Taraniebav, davuty xirister, the Gidropr.vod Plant has not supplied
1RGMZ-LO and 2RSM.LD =1ide valves.

The buildirg of -~he 2ew press chop crecates ar imposirng impression,
but actuslly it ¢z c4r'~ Az an axaxpia Or how one shculd not be buillt.
It was desigaed ™7 the Gilorestanck Institute of The Miniatry cof Machine
Tool Building aud T»;- Iadustry. In our cpinion, M. Gorsdoa, chief engi-
neer of the priiwct. kad an {rresponsible sattitude tcward bis work. The
small parts esd tl-nks storercom, the mechanics workshop, ard the tool-
room, seperated fo-i> rrne another by partitloss, exteui the eantlre length
of the shep, pructiven Jor auxilinry services were nst previded for ia the
plan. These yiezire, ~x% iocated orp proaductica space, uzder crane ways.
No facilities cr workers vere provided for in the plan. Heavy un-
finished parts. whi-k cheald be kept ¢4 & scaffold, are plled up (o the
shep; no attera: ks reea made to build a snatf:’d yet. The oroductica .-
capacity cf e ghcp Lhac teer lcwered by ibese ‘miscaiculaticongs) The
access_into the shep cannot withakand any criticism. . Thir—mocess is only ‘'
several meters or railway, on' which one tear can harely fit. Frequent
crosshauling of iocds crestes complete confusion in machine assembly sec-
tions, vhere loaie are counveyed aroutd and in betveen the assembly work-

ers,
Whea the iy va. wr=rted, the zeture ¢f the site was mct studic |, and
this lack ¢f . e tgt* has proved coftly to the »iant, The fault lies in
the fact thut JL[i‘;:hﬁ,:b waferk are locsted usnder the cn>p.  These waters
00%e out in iitiic Jdervrseiczs amsind the foundatiora of hesvy machine tools.
This hes an ad-»-:ﬁ SRS AN ¢! trf no=mal operat)cn of machice icois and on

their accurasw. Muny éifficulties srise in the removal of chins, ia the pre-

ventive melcicnr te @ rachine teuls; apd in the use ©f CcOuLull €ZULS1IONB.
The past winier Yo-rght wach mpisery to the vorkers of the stop.

Water frnze 4o the sh-;. and 14 wvas difficult <o uce Zluids and hydraulic

mechaniami., DBo-fi-¢. Yai %o be buill ir the ghop. Through the fault of

the des!gra=s s~1 t.tll:r-s; the shop bad iasufflclent heellag aprarstus
and no innes visi-v ., Sprirg brought little joy. Althcugh it got warm
in the shop, tl= - t-ga0 to lesk, arcld it vas mecessary 1o buill ceno-
ples and drape: . - ke uwaltetyye rachine teols. To this very day, the

constructicn ¢¢ s¥viights has not teen coapleted in the shop. Altheugh
the proper decumest ¢:noorning this azd otker problexs vas drswn up, and
although ccnstrw.’ti.: trasy UNRSLL [UNRY  are ususlly subsriinate to con-
struction tri-%3 ) o7 thee Mialstry of Constiuction undertccs the task cf
correcting <hes:e I-IIctenctes, the situsiion remelins unchenged.

1c ..
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The building plans d1d pot provide for storage space for materials,
finished products, semifinished products, master parts, and electrical
equipment. All these articles are kept in any handy place that may be avail-

able.

Only after numerous complaints by the plant did any drainage work finally
begin. This should protect the shop from subterranean waters; however, the
work is being done extremely slovly.

Yieedless tc gsay, the existing comdition of the plant is well-known to
the leading perscnuel of the ministry. Kostouaov, minister, and Ryzhkov
and Taranichev, dejuty rministers, know about the abnorms) operations of the
press shop, but do aot give the plant any concrete aid.

We shall hope that the leading personnel of the Ministry of Machine
Tocl Building and Tcol Industry will at long last turn their attention
to the Kolomna Heavy Machine Tcol Plant and help its workers to assure the
production of high-qualitv press and forging machines in sufficient number
to satisfy the needs of the national economy. -- Brigade of Promyshlenno-
Ekonomicheskaya Gazeta: V. Glagolev, deputy chief techmologist;
B. Kulagin, senjor foreman of the machine section; and P. Il'in, corre-
spondent of Promvehleano-Ekonomicheskaya Gazeta {15 Jun 56)
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